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94522-01 


Bell 
Model: 407 


Low Mount AFT Hoop 


Aero Design 
N/A 
2014-66 
PO# 14060 


2_0^7-Dk 
f^ff 'Z.OtL/^cl 


Sfri 


CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions appiy to ail cargo basket body assemblies. Refer to the foilowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0 - 
Extra-Wide Low Mounted Basket 
94611, Revision 0 - Extra-Wide Low Mounted Ski Basket ^ 
^ 
76611, Revision 0 - 
High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0 - Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0 - 
Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 


Work Order: ^C)l 


Date Open: 


Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 iid prop bushing holes in short tube - 
refer to drawing 


Record material PO on attached material list. 
Remove writing on tubes with acetone and scotch bright. 


b. 


c. 


Complété 


(initial or SCA #) 


% 


d. 


e. 
For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
9A611 (206L/407 XL ski) only - 
drill for 4 threaded bushings before assembling 


2. 
M 
06 


4. 


Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube.^ 


Inspection 


a. Rim for complété welds 


Frame assembly - body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


b. 


c. 


d. 


e. 


f. 


h. 


allow venting of weld gasses through existing holes (i.e. Iid prop bushing, hoops, etc.) 


Grind corner welds from step 2 on rim to allow hoops to sit flat. 


Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
Run 3/8-24 tap into attachment lugs to ensure clear threads. 


Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 
Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 
Cut 34" X 0.035 material to fit spine jig. 
Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 
Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 


. 


V. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 
k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. AN other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 
Aô 


5. TIG weld frame to rim assembly. 
. 


a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 
d. Record welding rod PO on attached material list. 
AO 
^3*04 
7^0' 
6. Inspection 
05 
Ù5 


a. Frame assembly for complété welds. 


7. Mesh assembly. 
^ 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug Jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require J4 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 
Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Aô 
Complété 


(initial or SCA #J 


8. Weld mesh to frame assembly per drawing. 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
hO 


9. Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


TIG weld caps to close top of 1" hoops as applicable. 
94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


b. 


c. 


d. 


73^4 
06 
\ 


10. Clean up 


a. Grind high spots off mesh welds. 


c. 


d. 


Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


Drill #9 through lid prop bushing(s). De-burr hole(s). 
Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 


or^ 


Page 5 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
/O' 
c(l 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order:'ZOlV-Ok 


Date Opened:. 


Matériel Tracking Sheet 


Bell 206L / 407 
Extra Wlde Ski Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


step 1 


94611-01 
Basket Assembly 


Rim Assembly 


Step 2 


94621-02 


3/4" Tube - Long Rim (97") 
4130 Steel, Va" x 0.035 Sqr. Tube 
/ 
3/4" Tube - Short Rim (25.5") 
4130 Steel, 
x 0.035 Sqr. Tube 
/ 5^0'71 


3/4" Tube - Long stringer (95.5") 
4130 Steel, V* x 0.035 Sqr. Tube 


3/4" Tube - Short Rim (2.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
' /^00'^ 


Insert 
1018 Mild Steel, 3/8" Rod 
PC/3- 


Weld Rim Assembly 


step 3 


A/R 
Welding Rod 
ER70S-2 TIG Rod 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step 4.g. 


Step 5 


94520-01 


84262 
94520-01 


94521-01 


94522-01 


94620-01 


70411 
70411-01 


70411-03 


70411-04 


Hoop - standard 
4130 Steel, Va" x 0.035 Sqr. Tube S^, 
Ifaor 
Hoop - with handie provisions 
4130 Steel, 14" x 0.035 Sqr. Tube 
hoon 
^ 


Forward Attachment Hoop 


Aft Attachment hoop - with handie provisions 
hoop clf^d 


Hoop - short 
SIlc 
1 
4130 Steel, V-i' x 0.035 Sqr. Tube 
t 
170"^ 
1/2" Tube - spine 


1/2" Tube - strut 
4130 Steel, Vi' X 0.035 Sqr. Tube 
/ Sr. 70^lno*^ 


1/2" Tube - cross tube bridge 
4130 Steel, 14" x 0.035 Sqr. Tube 


Option: Front End Gutout 


1/2" Tube 
4130 Steel, Vz" x 0.035 Sqr. Tube 


1/2" Tube 
4130 Steel, Vz x 0.035 Sqr. Tube 
m 


Weld Frame Assembly 


AIR 
Welding Rod 
ER70S-2 TIG Rod 


Work Order: 
OÇj 


Date Opened: 
2,01-7 


Material Tracking Sheet 


Bell 206L / 407 
Extra Wlde Ski Basket Body Fabrication 


2of2 


Ass^ Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 
\(pOQpf 


.4 
— 
Mesh (End -24.75" X 16.75") 
3/4-16F Expanded Mild Steel sheet 
1 loyç 


. 1 
— 
Mesh (Cutout - 24" x 8") 
3/4-16F Expanded Mild Steel sheet 


Step 8 
Weld Mesh 


. A/R 
Welding Rod 
ER70S-6 MIG Wire 
I/G07Z' 


Step 9 
Weld Basket Components 


Step 9.8. 
. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 
Dia. 


.A/R 
— 
Welding Rod 
ER308L TIG Rod 


Step 9.0. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 


.A/R 
— 
Welding Rod 
ER70S-2 
l^ocs 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
Hoio . nio$ 
j 
^ 


CARGO BASKET LID FABRICATION - COMMON 
^ 
Q_ 


General 


These instructions appiy to ai! cargo basket iid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 


77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - Long Basket 


Bell 429 - 
right or left 
95912, Revision 0 - 
Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0- Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 


r: 2.0^7-0^ 
Work Order: 


Complété 


(initial or SCA #) 


Date Open: 


1. 
-Ûâ- 


AÔ 
^3-04 
05 


2. 


3. 


4. 


Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


Inspection 


a. Rim for complété welds 


Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 
g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 


73-04 


5. 


members with C-clamps to jig. 


Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


Aô 
^3-04 
0^ 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut /z" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
H) 
AÔ 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 


a. Frame assembly for complété welds. 


73-04 
05 


Aô 
^3>o</ 
05 


^3-04 
05 


AO 


05^ 
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CARGO BASKET LID FABRICATION 
Complété 
^^nitial or SCA #) 


8. Mesh assembly. 
y. 
— 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 
^^'04 
a. Pull sheet of expanded mesh from stock. Record material PO on attached maierial list. 07 


b. Cut mesh to size for lid. 


G. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 
^ 
73-04 
'âp" 
9. Weld mesh to frame assembly per drawing. 
^ 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. y*" for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
AO 
AO 
73-04 
^3-04 
10. Weld lid components. 
05 
05 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material)^ 


11. Clean up 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


^>o 
12. Final Inspection 
To be completed by a différent person than the previous steps. 
JC' 
frQ 
a. Basket lid assembly for complété welds, and required minimum mesh weld'focations. 
73-1^ 


b. Material lists complété. 
02 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 


13. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order:2 O/ 
"7" C^C:> 


Date Qpened: Jrttn 2 "7 


Material Tracking Sheet 


Bell 206L / 407 


Extra Wide Ski Basket Lld Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


94612-01 
Lid Assembly 


Step 1 
R/'m Assembly 


. 2 
3/4" Tube - Long Rim (97.0") 
4130 Steel, 
x 0.035 Sgr. Tube 


. 2 
3/4" Tube - Short Rim (22.5") 
4130 Steel, Va" x 0.035 Sqr. Tube 
/ S~0 7 D 


Step 2 
Weld Rim Assembly 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
IH~0ZZ 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
3/4" Tube - Cross Member (21") 
4130 Steel, Va" x 0.035 Sqr. Tube 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 10 
1/2" Tube - walkway 
4130 Steel, 
x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


.A/R 
Welding Rod 
ER70S-2 TIG Rod 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
Mesh (lid - 96" x 22") 
3/4-16F Expanded Mild Steel sheet 


Step 9 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 
[ 
yO 99 


Work Order: 2 
CD f *7 - OCs> 


Date Opened: 
Z Of é 


Material Tracking Sheet 


Bell 206L / 407 


Extra Wide Ski Basket Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. 
. 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


. 1 
49216-01 
Spacer (Lid prop) 
304 Stainless, V2" Dia. 


, A/R 
- 
Welding Rod 
ER308L TIG Rod 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
.A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
Mwo , \10V»5 


CARGO BASKET HOOP FABRICATION - 94522 


General 


These instructions apply to cargo basket aft attachment hoop 69822-01. Refer to the following drawings, at 
the current revision, for dimensions and détails: 


94522, Revision 0-Aft Attachment Hoop 


Notes 
1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 9QI?-oé) 
Complété 


(initial or SCA #) 
Date Open: 3^^ 2. o 
I ~7 


1. Aft Attachment Hoop Fabrication - 
94522-01 


a. Cut Yi" X 0.035 material to ??", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ?" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. 
Using the welding table bending fixture, mark tube at (??) and (??) 


k. Bend lower joggle to ?? degrees in both directions at marks 


I. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 19?" 


ii. Lower bend stop: 12mm 
m. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop, 
n. Slide shim ail the way forward on bender to secure tube in die 
o. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure, 


p. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 
q. Using the welding table bending fixture, mark tube at (??) and (??) 


r. Bend lower joggle to ?? degrees in both directions at marks 
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CARGO BASKET HOOP FABRICATION - 94522 
Complété 


(initial or SCA #) 


s. Check for: 
hoop height: 16.75" (Outside to outside) 
hoop width just above bends: 25.25" (outside to outside) 


joggle height 1.75" 


iv. adjust upper stop for height if required 


V. adjust stock length for width if required 


vi. twist - 
usually due to pulling bending arm up or down through bend 


t. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 


2. Aft Attachment Hoop Slots - 94522-01 
^ 


a. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of jaw (end of hoop). Shift X 
along hoop 2.0" and set X 0. 


b. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 


c. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


d. Tag in process hoop(s) and place into stock. 


3. Aft Attachment Hoop - 
Welding - 
94522-01 


a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 


prepared in step 2. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 


4. Aft Attachment Hoop - 
Finish - 
94522-01 
0} 


a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOQP FABRICATION - 94520 
. 
_ 
\ 
General 


These instructions apply to cargo basket hoop 94520-01 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails; 


94520, Revision 0 - Hoop (Extra Wide) 


Notes 
1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Instructions 
Complété 


(initial or SCf^ 


1. Hoop Fabrication-94520-01 


a. Cut Vi" X 0.035 materia! to 53.75?", square ends. 


b. Record materia! PO on attached materia! !ist. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the foliowing stops: 
i. Uppertubestopn?Or2S?^^^^f-f.J^'J^. il 


ii. Lower bend stop: 12mm ' 


f. S!ide stock tube through bending die up to upper stop. Rotate bending arm dockwise unti! tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Siide shim a!! the way forward on bender to secure tube in die 
h. Pu!! bending arm ciockwise unti! stop is reached. Pu!! s!ow!y with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Repeat steps f.-i. for opposite end of tube. 


k. Check for: 
hoop height: 16.75" (Outside to outside) 
hoop width just above bends: 25.25" (outside to outside) 
adjust upper stop for height if required 


iv. adjust stock iength for width if required 


V. twist - 
due to puiiing bending arm up or down through bend 


I. 
Dri!! #30 vent hoies in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
m. Inspect hoops for conformity to drawing. 
n. Tag compiete and inspected hoop(s) and piace into stock. 
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CARGO BASKET HOOP FABRICATION - 94620 


General 


These instructions apply to cargo basket hoop 94620-01. Refer tp the following drawings, at the carrent 


revision, for dimensions and détails: 


94620, Revision 0 - 
Hoop (Extra Wide, short) 


Instructions 
Complété 


(initial or 
73-04 
1. Hoop Fabrication-94620-01 
07 


a. Start with 94520-01 hoop as stock. 


b. Cut hoop to 14.75" high (outside to outside) 


c. Record material PO on attached material list. 


d. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


e. Remove writing on tubes with acetone and scotch bright. 


f. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 


g. Inspect hoops for conformity to drawing. 


h. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 
94521 


General 


These instructions apply to cargo basket forward attachment hoop 69821-01. Refer to the following drawings, 


at the carrent revision, for dimensions and détails; 


94520, Revision 0- Basket Component - Hoop 
94521, Revision 0- Forward Attachment Hoop 


Work Order: 
Complété 
_ 
(initial or SCA #) 
Date Open: 
LO\^ 
73-04 


1. Forward Attachment Hoop - 
Préparation - 
94521-01 
^ 


a. Start with 94520-01 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaw, with a backup bar to prevent the 
hoop from deflecting while cutting. Set XY 0 on far, right edge of hoop (end of hoop). Shift X 
along hoop 2.0" and set X 0. 


c. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 


2. Forward Attachment Hoop - Welding - 
94521-01 
' 


a. Attach two 69823-02 lugs to 11" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 
prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 
d. Tag in process hoop(s) and place into stock. 
PO 
73-04 
3. Forward Attachment Hoop - 
Finish - 
94521-01 
0^ 


a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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^ 
C/ 7 
-C> 


VIEW F 


DETAIL B 
DETAIL C 


VIEW D 
VIEW 0 
DETAIL B 


VIEW F 
@ 
BASKET BODY ASSEMBLY 


DETAL D 
VIEW A 
V^EW A 


VIEW D 


DETAIL C 
■ n lOMM 


AERO DESIGN LTD 


SECTION E-E 
VIEW A 
BEU 20et. SERIES. 407 
OUICK RELEASC CARGO BASKET 
BASKET BODY ASSEMBLY 
STŒ^Bra 


AO 
94611 


o 
/7 - O G 
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i. »C «Mt MB 
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DESCRIPTION OP CHANCE 


INITIAL REIEASC 


1/2 
r^_\ TWOUGH ONC 9K ONLY 
03] 
"CLD SPACXR M PLACE 
DMii |g <a»W) 
DETAIL C 


97.0 RCF 


DETAIL A 
DETAIL A 


@ 
BASKET LID ASSEMBLY 


A 
DETAIL B 
DETAIL B 
IGHT HANO ASSEIKLY MXM. 
LCTT HANO OPPOSTE 


17 
TYPICAt BRACE 
7 
nmcAL M 


rrPtcAi 
EVCRY SECOND INTERSECTION 
OR AS PRACTICAL 


Tnwcit 
DETAIL A 
LOOKING AT TOP 


1. RENOVE AU 8URRS ANO BREAK SHARP EOGES 
1 NCLOMC OP 4130 STEEL TO BE COMPlfTEO BY CTAW iiETHCO TO AUS 3B89C 


RELOWO ROO SHALL CONTORW TO ER70S-2 OR EOUVALENT. 
MSTMX ITEM S <HANDLE BRACKET ASSEMBLY) IN ACCORDANCE MTH AERO DESIGN LTD- ORAMNG 84262 


TYP 2 PLACES. 


4. WHEN ASSEMBLY IS CCUPLETL FIU ALL VENT HaES WTH ROSETTE «CLD. 


5. THOROUGHLY CLEAN ANO PORDCR COAÎ BASKET SUB-ASSEUBUCS PRIOR TO ASSEIALY. 


3/4-I6F 
06 ME»! 
MU STCa 
COMHEROAL 


1 
36204-10 es PLACARD BRACKET 
2 
B4262 04 
UPPER HANDLE BRACKET ASSY 
2 
49216-01 o3 SPACER 
A/fi 
— 0? 
TUBE 
4130 STEEL COND. N 
MR.-r-6736 
a7S X 0.03S SâR. TUS 
< 
69812-01 
01 
BASKET UD ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRIPTION 
HATERIAL 
MATCRIAL SPEC 
STOCK 9S 


OTY 
UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 
E. BURCOn 


UNLESS OTHERWSC SPEdHEO 
ORAENSONS ARE IN INCMCS 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XKK ±0.010 
±1/2* 
XXX ±0.03 


AERO DESIGN LTD. 
CON8ULTWO BNOlNBEitS. TRANSPORT CANADA APPROVALS, OAB 2 
8013 - 9BTH AVDfUE N.£ , CALOARY. ALBSRTA CANADA. TQ 6 
UL (4M) «o-eoei 
tu. (4M) tM-«m 


BELL 206L SERIES. 407 
OUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY 


94612 


L. 


MILL 05/8 
0.313 DEEP 
2 PLACES 11.00 


INIHALS 
DESCRIPTION OF CHANGE 


25.25 


4.0 RADIUS 


DETAIL B 


SCALE ) 
: 1 
DETAIL A 


SCALE 1 ; 1 


AISI 1010/1020 
5/8 ROO 
1018 MILD STEEL 
69823-02 
1/2 X 0.035 SQR. TUBE 
4130 STEEL GOND. N 
ML-T-6736 
END HOOP 
94522-01 
STOCK SIZE 
MATERIAL SPEC 
MATERIAL 
DESCRIPTION 
PART NO. 


UST OF MATERIALS 
AERO DESIGN LTD. 
APPROVALS 


DRAVIM: 
13 SEPT 2011 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290M 
2013 - 30TH AVENUE N.E.. CALGARY, ALBERTA. CANADA, TSE 6R7 


tel: (403) 260-6087 
fez: (409) 250-6333 
aerodeai^nOieluepUnetAet 


JEFF CLARKE 


E. BURGOIN 


@ 
END HOOP 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF *ELD GASES 


3. WELOING OF LUCS TO BE COMPLETED BY GTAW METHOD TO AMS2685C. 
WELDING ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 
ly liii 


UNLESS OTHERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
AFT HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 94522 
0 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 


MILL 05/8 ^ 
0.313 DEEP 
2 PLACES 11.00 
GTAW, 
16.75 
CTAW, 


4.0 RADIUS 


03 
03 


DETAIL B 


SCALE 1 : 1 
DETAIL A 


SCALE 1 : 1 
25.25 


2.00 
TYP/ 


01)F0RWARD HOOP 


NOTES; 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WÎILL 3/32' VENT MOLE IN BOTTOM OF HOOPS FOR VENTING WELD CASES. 


3. WELDING OF LUGS TO BE COMPLETEO BY GTAW METHOO TO AMS2685C. 
VCLOING ROD SHAU. CONFORM TO ER70S-2 OR EQUIVALENT. 


01 


QTY 


69823-02 
94521-01 


PART NO. 


02 


01 


ITEM 


LUG 
FORWARO HOOP 


DESCRIPTION 


1018 MILO STEEL 
4130 STEEL CONO. N 


MATERIAL 


AISI 1010/1020 
S/8 ROO 
MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2011 


UNLESS OTHERWISE SPECIREO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEDMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINIXRS, TRANSPORT CANADA APPROVAIS, DAR 290M 
2013 - 39TH AVENUE N.E., CALGARY, ALBERTA, CANADA, T2E BR7 
Ul: (403) 260-8037 
tue (403) 260-8333 
innr.aenHleslfii.ea 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
FORWARD HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 
94521 
0 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 1 
DATE 
0 
1 


16.75 


4.0 RADIUS 


25.25 


01) HOOP 


NOIES: 


1. REMOVE ALL BURRS AND SHARP EDGES 


2. DRIU. 3/32" VENT HOt£ IN BOHOM OF HOOPS FOR VENTING WEID GASES. 


S 
01 


QTY 


94520-01 


PART NO. 


01 


ITEM 


END HOOP 


DESCRIPTION 


4130 STEEL GOND. N 


MATERIAL 


MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 
DATE 


JEFFCLARKE 
13 SEPT 2011 


E. BURGOIN 


UNLESS OTHERWISE SPECIFIED 


DIMENSIONS ARE IN INCHES. 
TaERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2- 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290M 
2013 - 30TH AVENUE N.B., CALGARY, ALBERTA, CANADA, T2E 6R7 
Uk (403) 260-8037 
to (403) 260-8333 
-m 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 94520 
G 


C>/ 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 


14.75 


4.0 RADIUS 


25.25 


01) HOOP 


NOTES: 


1. REMOVE Aa BURRS ANO SHARP EDGES. 


2. DRia 3/32" \CNT MOLE IN BOTTOM OF HOOPS FOR VENTING WELD GASES. 


94620-01 
01 
END HOOP 
4130 STEEL COND. N 
MIL-T-6736 
1/2 X 0.035 SQR. TUBE 
01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 
QTY 
UST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2011 


UNLESS OTHERMSE SPEaFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
DEaMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINGERS, TRANSPORT CANADA APPROVALS, DAR 290M 
2013 - 3BTH AVENUE N.E., CALCARY, ALBERTA, CANADA, T2E 6R7 
t«l: (403) 2S0-a0g7 
tMC (403) 250-8333 
innr.aerode>l(n.ea 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 


DWG. StZE 
LGL 


DWG. NO. 
94620 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BX 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATED TITLE BLOCK, MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END 
RRST HOOP FROM END 


2 PLACES PER HOOP 


0.406 


GTAW 


BOTH SIDES 
GRIND FLUSH AFTER WELOING 
2 PLACES PER HOOP 
2.750 


DRILL 0^6 (0.313) THRU 
2 PLACES 


(Ol) BASKET HANDLE PROVISIONS ASSEMBLY 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. VCLDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF CLARKE 


E. BURGOiN 


DATE 


03 NOV 2009 


UNLESS OTHERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9888A UALASPINA ROAD 
POVELL RIVER. BC. CANADA. V6A 0C3 


tlL- 8M.48S.eS76 
www.MredMdcn.ea 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 
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A3 
84262 


Work Order: 2 
Material Tracking Sheet 
1 of2 


Bel! 206L / 407 
Date Opened 
"Z-Or-p 
Extra Wide - Ski Basket Hoops Fabrication 


Détail 


Ass'y Step 
Qty 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
94520-01 
Hoop - standard 
4130 Steel, V/ x 0.035 Sqr. Tube 
t6o-^p/no8 


Step 1 
94620-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 
l5o7^/l7û^: 
Hf 


Step 1 
94520-01 
Hoop - with handie provisions 
4130 Steel, 72" x 0.035 Sqr. Tube 
7oi6'35 


Step 2 
84262 
Welding 


Step 3 


. 2 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
13^ 


. A/R 
~ 
Welding Rod 
ER70S-2 


Inspection 
None 


94521-01 
Hoop - attachment (forward) 
L 


Step 1 
Fabrication 


Step 2 


. 1 
94520-01 
1/2" Tube - hoop 
4130 Steel, 72" x 0.035 Sqr. Tube 


Welding 


Step 3 


.2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 
e 
01 - 
7^ 


.A/R 
— 
Welding Rod 
ER70S-2 


Finishing and Inspection 
None 


Work Order: '^ Cl7~ 


Date Ooened: 
'2-<7/7 


Matériel Tracking Sheet 


Bell 206L / 407 
Extra Wide - Ski Basket Hoops Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


94522-01 
Hoop - attachment (aft) 


Step 1 
Fabrication 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, Vz" x 0.035 Sqr. Tube 


Step 2 
Welding 


. 2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 


. A/R 
— 
Welding Rod 
ER70S-2 
/'i'033 


Step 3 
Finishing and Inspection 
None 


